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SELF-ALIGNING MANUAL DIE SET FOR
PRESSING EXPLOSIVE POWDER INTO
PELLETS

STATEMENT OF GOVERNMENT INTEREST

The invention described herein may be manufactured and
used by or for the Government of the United States of
America for government purposes without the payment of
any royalties therefor.

BACKGROUND OF THE INVENTION

The invention relates in general to manual die sets for
pressing explosive powder and in particular to a self-
aligning manual die set for pressing explosive powder into
pellets.

Manual die sets for pressing explosive powder into pellets
are known. The explosive powder is a highly sensitive
explosive molding powder, for example, PBXN-9 or
PBXW-11. The manual die set, in combination with a press
for supplying the pressing force, presses the explosive
powder into solid cylindrical pellets.

FIG. 1 is an elevation view, partially in cross-section, of
a known manual die set 10 in a press configuration and FIG.
2 is an elevation view, partially in cross-section, of the
known manual die set 10 of FIG. 1 in a knockout configu-
ration. Manual die set 10 includes a die 12 with an opening
14 therethrough, a ram 16 having a head 18, a baseplate 22
that fits in the bottom of the opening 14 in die 12 and a
knockout ring 24.

Manual die set 10 is used to press highly sensitive
explosive molding powder 20 into a pressed pellet 26 in the
following manner. First, the baseplate 22 is fitted into the
opening 14 in the bottom of the die 12. The required amount
of molding powder 20 is poured into the die opening 14.
Next, the ram 16 is inserted into the top of the die opening
14 and allowed to “float” down as its weight forces air out
of opening 14. Air escapes through the limited clearance
between the ram 16 and the die wall until the ram 16 rests
on the surface of the powder 20.

Next, the die set 10 is placed under a pressing mechanism
(not shown), such as a hydraulic ram, and press force is
applied to the ram head 18 for a required dwell time. After
pressing, the die set 10 is lifted and placed on top of the
knockout ring 24. If the baseplate 22 is loose, it is usually
removed before the die is placed on the knockout ring 24.
Finally, the ram 16 is pressed completely down, ejecting the
baseplate 22 (if not previously removed) and the pressed
pellet 26 into the cavity in the knockout ring 24. Usually, a
small piece of wadding or foam rubber (not shown) is
inserted in the bottom of the knockout ring 24 to cushion the
landing of the baseplate 22 and/or pellet 26.

FIG. 3 is an elevation view, partially in cross-section, of
the manual die set 10 of FIG. 1 showing an alignment
problem. The amount of misalignment shown in FIG. 3 is
somewhat exaggerated to illustrate the problem. While
pressing pellets using the manual die set 10, it is difficult to
align the ram 16 vertically in the die 12. Also, the ram 16
may become cocked in the die 12 when the pressing pressure
builds up. The lack of vertical alignment causes a high shear
stress area 17 with safety problems where the edge of the
ram 16 touches the die wall. First, the ram 16 may cause
galling of the interior wall of the die 12, requiring replace-
ment of the die. Second, the ram 16 may pinch some of the
powder 20 against the die, which may cause an explosion.
Third, as the pellet 26 is ejected, the ram 16 can shear off the

10

15

20

25

30

35

40

45

50

55

60

65

2

explosive residue on the inside surface of the die 12,
resulting in an explosion. These are serious safety problems
when pressing highly sensitivity explosive molding powder.

Thus, a need exists for a manual die set that overcomes the
problems of the manual die set of FIGS. 1-3.

SUMMARY OF THE INVENTION

The present invention provides a manual die set, com-
prising a ram, the ram having a head, a large diameter
portion, a tapered portion, a small diameter portion and a
pressing portion; a die defining an opening therethrough for
receiving the ram, the opening including a large diameter
portion, a tapered portion and a small diameter portion, the
large diameter portion of the opening having a diameter less
than or equal to about 0.002 inches larger than a diameter of
the large diameter portion of the ram; a baseplate disposed
in a bottom of the opening in the die; and a die holder for
supporting the die and the baseplate when the manual die set
is in a pressing configuration; wherein vertical alignment of
the ram is maintained by insertion of the large diameter
portion of the ram in the large diameter portion of the
opening in the die.

Explosive molding powder is disposed in the opening in
the die between the pressing portion of the ram and the
baseplate.

The manual die set further comprises a knockout ring for
supporting the die when the manual die set is in a knockout
configuration.

When the manual die set is in the knockout configuration
and the ram is fully inserted in the opening in the die, the
tapered portion of the ram and the tapered portion of the die
define a gap therebetween.

Preferably, the die includes a bottom surface and an
external surface, the bottom surface including at least one
groove extending from the opening in the die to the external
surface of the die, for passage of air therethrough. The die
holder includes a base portion and an upwardly extending
portion, the upwardly extending portion preferably includes
at least one opening therethrough for passage of air.

More preferably, the large diameter portion of the ram
includes a groove formed therein and the external surface of
the die includes a groove formed therein, the manual die set
further comprising an O-ring disposed in the groove in the
large diameter portion of the ram and a second O-ring
disposed in the groove in the external surface of the die.

Further objects, features and advantages of the invention
will become apparent from the following detailed descrip-
tion taken in conjunction with the following drawing.

BRIEF DESCRIPTION OF THE DRAWING

Throughout the Figures, reference numerals that are the
same refer to the same features.

FIG. 1 is an elevation view, partially in cross-section, of
a known manual die set in a press configuration.

FIG. 2 is an elevation view, partially in cross-section, of
a known manual die set in a knockout configuration.

FIG. 3 is an elevation view, partially in cross-section, of
the manual die set of FIGS. 1 and 2 showing an alignment
problem.

FIG. 4 is an elevation view, partially in cross-section, of
an embodiment of a self-aligning manual die set in accor-
dance with the invention, in a press configuration.

FIG. 5 is an elevation view, partially in cross-section, of
the manual die set of FIG. 4, in a knockout configuration.
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FIG. 6 is a bottom view of a die.

FIG. 7 is a schematic drawing of a vacuum pump and
hose.

DETAILED DESCRIPTION OF THE
PREFERRED EMBODIMENTS

The present invention is used to press highly sensitive
explosive molding powder, especially explosive molding
powder with a very high frictional sensitivity, into cylindri-
cal pellets. The invention minimizes the shear force between
the ram and the die during the pressing operation, thereby
minimizing the chance of an explosive pressing incident.

To minimize the shear force between the ram and the die
during pressing, the ram must be as close to perfectly
vertically aligned in the die as possible. Problems arise when
the ram is cocked with respect to the die (see FIG. 3). The
present invention minimizes the cocking of the ram during
pressing by using a “ram guide” at the top of the ram. The
invention reduces additional shear force between the ram
and die during pressing and ejecting procedures.

FIG. 4 is an elevation view, partially in cross-section, of
an embodiment of a self-aligning manual die set 40 in
accordance with the invention, in a press configuration. FIG.
5 is an elevation view, partially in cross-section, of the
manual die set 40 of FIG. 4, in a knockout configuration. In
the press configuration of FIG. 4, the manual die set 40
includes a ram 46, a die 42, a baseplate 52 and a die holder
58. The ram 46 includes a head 48, a large diameter portion
60, a tapered portion 62, a small diameter portion 64 and a
pressing portion 66.

The die 42 defines an opening 44 therethrough for receiv-
ing the ram 46. The opening 44 includes a large diameter
portion 68, a tapered portion 70 and a small diameter portion
72. The large diameter portion 60 of the ram 46 functions as
a “ram guide” to prevent the ram 46 from cocking in the
opening 44 in the die 42. Vertical alignment of the ram 46
is maintained by insertion of the large diameter portion 60
of the ram 46 in the large diameter portion 68 of the opening
44 in the die 42. The large diameter portion 68 of the
opening 44 in the die 42 has a diameter less than or equal to
about 0.002 inches larger than a diameter of the large
diameter portion 60 of the ram 46. Preferably, the large
diameter portion 68 of the opening 44 in the dic 42 has a
diameter less than or equal to about 0.0015 inches larger
than a diameter of the large diameter portion 60 of the ram
46. Additionally, a diameter of the small diameter portion 72
of the opening 44 in the die is less than or equal to about
0.002 inches larger than a diameter of the pressing portion
66 of the ram.

The baseplate 52 is disposed in a bottom of the opening
44 in the die 42. The die holder 58 supports the die 42 and
the baseplate 52 when the manual die set 40 is in a pressing
configuration as shown in FIG. 4. The explosive molding
powder 50 is disposed in the small diameter portion 72 of the
opening 44 in the die 42 between the pressing portion 66 of
the ram and the baseplate 52.

As shown in FIG. 5, the manual die set 40 further
comprises a knockout ring 54 for supporting the die 42 when
the manual die set 40 is in a knockout configuration. When
the manual die set 40 is in the knockout configuration and
the ram 46 is fully inserted in the opening 44 in the die, the
tapered portion 62 of the ram and the tapered portion 70 of
the opening in the die define a gap 74 therebetween. The gap
74 is necessary in case some explosive molding powder 50
has stuck to the die at the tapered portion 70 of the opening
44. If there were no gap 74, it is possible that an explosion
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would occur when the tapered portion 62 of the ram com-
presses powder residue against the wall of the die 42. The
vertical dimension of the gap 74 is in the range of about
0.050 inches to about 0.1 inches.

The ram 46, die 42, baseplate 52, die holder 58 and
knockout ring 54 are all made of hardened tool steel. A
conventional press, for example, a hydraulic press (not
shown) is used to provide the pressing force against the head
48 of the ram. Depending on the size of the manual die set
40, the press may be a 100 to 200 ton press. The head 48 of
the ram receives between about 15 and 30 kpsi of pressing
force.

FIG. 6 is a bottom view of the die 42. To allow for the
escape of air from the die opening 44 during the pressing
operation, the bottom surface 43 of the die 42 includes at
least one groove 45 extending from the opening 44 in the die
to the external surface 47 of the die 42. Preferably, four
grooves 45 are spaced substantially equally around the
circumference of the bottom surface 43 of the die 42. The
size of a groove 45 is, for example, about 0.030 inches wide
and 0.030 inches deep. So that air may pass between the
baseplate 52 and the die 42 to get to the grooves 45, a gap
between the baseplate 52 and the die 42 is, for example,
about 0.00075 inches.

As shown in FIG. 4, the die holder 58 includes a base
portion 57 and an upwardly extending portion 59. The
upwardly extending portion 59 includes at least one opening
55 for passage of air from the at least one groove 45 to the
exterior of the die set 40. Preferably, the upwardly extending
portion 59 includes two openings 55 located 180 degrees
apart. The diameter of the openings 55 is, for example, about
0.125 inches. Thus, as the ram 46 is descending in the die
opening 44, air may flow from the opening 44 around the
baseplate 52 to one of the grooves 45 and then to openings
55 where the air exits the die set 40.

In some applications, it is desirable to provide a vacuum
environment in the opening 44 in the die 42 when the
powder is being pressed. To accomplish this, the large
diameter portion 60 of the ram 46 includes a groove 61
formed therein and an O-ring 63 disposed in the groove for
sealing the opening 44. Also, the external surface 47 of the
die 42 includes a groove 49 formed therein and an O-ring 51
disposed in the groove 49 for sealing the external surface 47
of the die 42 against the die holder 58.

To produce the vacuum, a vacuum pump 76 (FIG. 7) is
connected via a vacuum hose 78 and a quick-connect
coupling 80 to the openings 55 in the upwardly extending
portion 59 of the die holder 58. The vacuum produced by the
vacuum pump 76 is, for example, about 2 to 5 mm Hg.

While the invention has been described with reference to
certain preferred embodiments, numerous changes, alter-
ations and modifications to the described embodiments are
possible without departing from the spirit and scope of the
invention as defined in the appended claims, and equivalents
thereof.

What is claimed is:

1. A manual die set, comprising:

a ram, the ram having a head, a large diameter portion, a
tapered portion, a small diameter portion and a pressing
portion;

a die defining an opening therethrough for receiving the
ram, the opening including a large diameter portion, a
tapered portion and a small diameter portion, the large
diameter portion of the opening having a diameter less
than or equal to about 0.002 inches larger than a
diameter of the large diameter portion of the ram;
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a baseplate disposed in a bottom of the opening in the die;
and

a die holder for supporting the die and the baseplate when
the manual die set is in a pressing configuration;

wherein vertical alignment of the ram is maintained by
insertion of the large diameter portion of the ram in the
large diameter portion of the opening in the die.

2. The manual die set of claim 1 further comprising
explosive molding powder disposed in the opening in the die
between the pressing portion of the ram and the baseplate.

3. The manual die set of claim 1 further comprising a
knockout ring for supporting the die when the manual die set
is in a knockout configuration.

4. The manual die set of claim 3 wherein when the manual
die set is in the knockout configuration and the ram is fully
inserted in the opening in the die, the tapered portion of the
ram and the tapered portion of the die define a gap therebe-
tween.

5. The manual die set of claim 1 wherein the large
diameter portion of the opening has a diameter less than or
equal to about 0.0015 inches larger than a diameter of the
large diameter portion of the ram.

6. The manual die set of claim 4 wherein a vertical
dimension of the gap is in the range of about 0.050 inches
to about 0.1 inches.

7. The manual die set of claim 1 wherein a diameter of the
small diameter portion of the opening in the die is less than
or equal to about 0.002 inches larger than a diameter of the
pressing portion of the ram.
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8. The manual die set of claim 1 wherein the die includes
a bottom surface and an external surface, the bottom surface
including at least one groove extending from the opening in
the die to the external surface of the die, for passage of air
therethrough.

9. The manual die set of claim 8 wherein the at least one
groove comprises four grooves spaced substantially equally
around a circumference of the bottom surface of the die.

10. The manual die set of claim 8 wherein the die holder
includes a base portion and an upwardly extending portion,
the upwardly extending portion including at least one open-
ing therethrough for passage of air.

11. The manual die set of claim 10 wherein the large
diameter portion of the ram includes a groove formed
therein and the external surface of the die includes a groove
formed therein, the manual die set further comprising an
O-ring disposed in the groove in the large diameter portion
of the ram and a second O-ring disposed in the groove in the
external surface of the die.

12. The manual die set of claim 11 further comprising a
vacuum hose and a vacuum pump, the vacuum hose being
connected at one end to the at least one opening in the
upwardly extending portion of the die holder and at another
end to the vacuum pump.

13. The manual die set of claim 12 wherein a vacuum
produced by the vacuum pump is about 2 to 5 mm Hg.
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